| o Е. 22. $22 45 ji 
ШУ? . Work Order I ID 85387 
| ЕДІ 12 9: 254. AM 
| Item ID: — D412- .664-203TRN Хари 
| Revision ID: ` ee 
Item Name: ` Closstube Turning Detail +, 
» “Start Date: 07/06/2012 Start Qty: 1.00 *4* 
Required Date: 21/06/2012 Req'd Qty: 1.00 *4 ж 
Reference: 
md Process Plan: MLO Date: Due: |o Yoo: 
QC: д Date: _ SPC (Y/N): 
Sequence ID/ — " . Operation | Е CC SetUp ——— 
ДЫ Center ID Description Run Hours 
| Draw Nbr Revision Nbr 
| | D412- 664- 243 Rev E(DEO) 
100 — Е 0.00 - 
ж 4 nn* MORI SEIKI CNC LATHE LARGE 
Mori Seiki Memo 0.00 


-Mori Seiki CNC Lathe Large 


110 


“440% 
QC 


; š Quality Control 


RS3R7* 


*NANNNANA nn* 


Cust Item ID: 


Customer: 
Date: 
Date: - 
Tool ID Tool# Plan | 


1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA166 


2-Turn first side as per Folio FA166 
3- File transition lines smooth. 
FOLIO REV, 
DWG REV: 

ОСІ- Inspect dimensions to dimension sheet 


Memo 


0.00 


Code 


Page 1 


*NS1* 


Setup Start 


Stop Ж N e 2 ж 
Run Start *N R 4 ж 
Stop 
"NR?* 
Accept Reject Reject Insp. ` 
ВО ра ооо OD со, 


auc c ee 


Dart Aerospace Ltd | | | що > 
| WORK ORDER CHANGES | 


| roval E 
DATE | STEP PROCEDURE CHANGE ee / Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


Ca WORK ORDER NON-CONFORMANCE (NCR) 


e | Corrective Action Section B PET 
Description of NC — É — — : Verification | Approval | Approval 
| Chief Eng Chief Eng Date 


3 
3 

A a На 

204 

E vu do + 
. | 
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H:\fFORMS\Quality Assurance\approved QÀNCRWO RevE 25 > 


NOTE: Date & initial all entries 
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`. Work Order ID 85387 


June-07-12 9:25:42 AM 


Item ID: D412-664-203TRN 
Revision ID: 


Item Name: Crosstube Turning Detail 


Start Date: 07/06/2012 
Required Date: 21/06/2012 


Start Oty: 1.00 
Req'd Qty: 1.00 


Reference: 

Approvals: Process Plan: Date 
QC: _ Date 

Sequence ID/ | Operation — — 

Work Center ID Description 

120 

* 4 2 n* MORI SEIKI CNC LATHE LARGE 

Mori Seiki 


Memo 
Mori Seiki CNC Lathe Large 


*R5AR7* 


Accept 


1-Тшт second side as per Folio FA166 


2- File transition lines smooth. 
3- Remove sand and plugs 


4-Scribe part # and batch # using vibrating stilus 
FOLIO REV: 
DWG REV: = 


130 ОС1- Inspect dimensions to dimension sheet 0.00 


*4 QN* 
ос 


Quality Control 


Memo 


140 ОС8- Inspect parts - second check 


*44n* 
ос 


Quality Control 


Memo 


0.00 


0.00 


0.00 


БТ ыз шыны ло олы лили ТЕСЕ 


Расе 2 


#М9000401 NN* Setup Start *NS 1 * 
"P *NS2* 
*4 * Cust Item ID: 
* 4 * Customer: 
qn OA с R Start ж 
Tooling: Date: 3 E ма. N R 1 
SPC (Y/N): Е Date: п uj * N R 2 ж 
mE | SetUp ToollD Tool# Plan Accept Reject Reject Insp 
Run Hours Code Qty Qty Number Stamp 
0.00 
i EX una 


Dart mo Ltd | |: DU MEE 
WORK ORDER CHANGES edi 


DATE STEP PROCEDURE CHANGE 


Fault Category: NCR: Yes No ООА: 


Resolution: _ Disposition: QA: М/С Closed: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Verification | Approval 


Description of NC Approval 
DATES ӘТЕР SA Action Description SectionC | ChiefEng | QC Inspector 
i Chief Eng Chief Eng Date : 


МСН: Yes / No 


Work Order: 052, $ | 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


O28 бот ums WABLE TO 
KE Go. Dim &vsoo Жа Ji (eee 
Qu INSECT SHEET Fore 

FADE A] OW Fas SET 


SHEET. fabe | D ДЕ 
ALE PRT OF RECEIVE 


REPORT 


ссе ыр 、 


КУРД 4 15 


ON 
k Ph трт. 15 
Gus) 


Unauthorized u 


FAULT CATEGORY 22 


Landing Gear 


Hardware General 


M Bending Passes Below Min Breaking B Burrs 

u Centre Not Concentric to О/5 Missing u Contamination 

| Cracks Size/Length u Cut Too Short 

u Crushed/Crimp at Bending Spinning | | Documentation/Data 

u Inspection Strip in Tube Threading u Finish 

u Other Wrong |5 Inspection Incomplete 

u Positioned Wrong Drill Holes u Inspection Unqualified 

| | | Ripples on inner Bend u Misaligned u Instructions Incomplete/Unclear 
Torque Waves in Extrusion u Ovalized u Jigs/Fixtures/Tooling 
ы Turning Sequence u Over/Undersized u Kit Incorrect 
| [Wave/Twist in Tube | |тоо Many | [Kit Missing 


"tu AssuranceVapproved QA/NCRWO Rev F 


ERM (МП 


4710 24 


QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


Rework| | Skid-tube Crosstube Prod. Eng. Coor. Engineering 
Part No DUIZ lalo 20 2 | 4 N Scrap l Machining Small Fab u Rec/Store/Packaging Quality : 
Use-as-is - | Thermoforming Finishing | Supplier 
NCRNo. ALA SUK Work Order Update] | Large Fab Composite} | Other 


А Maintenance Set-up 

E Mislabeled Supplier 

u Off-Set Temperature/Cure 
u Orientation Misread. Weld 


Ш Out of Calibration 

u Out of Sequence 

i Outside Dimensions 
u Over/Under tolerance 
Ш Part Lost 

u Part Moved 

a Raw Material 


Wrong Stock Pulled 


| Other 


ID GM 


- Work Order ID 859370000 ха к 
| June-07-12 9:25:42 АМ 85387 


Hen ID: /D412-664-203TRN ши Accept | *N annn 401 nn* 


Revision ID: 


Item Name: Crosstube Turning Detail 


С) SN aguia Q м WA — 


150 Crosstubes Chemical Conversi 0.00 
*1KN* 
HandFXtube Memo . 0.00 


Hand Finishing Crosstubes 


160 QC7-Inspect Chemical Conyefsion cog NS 2 0.00 
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байр Su *NS4 ж 
"P *NS2* 


Start Date: 07/06/2012 Start Qty: 1.00 142 Cust Item ID: 
Required Date: 21/06/2012 Req'd Qty: 1.00 * 1 * Customer: 
Reference: 
Ead Msc MM E RE EE Малакка алыл ie: Run Start + ж 
Approvals: Process Plan: — ` . Date: - Tooling: a Date: š N R 1 
top 

QC: |. . . Date: 2222 SPC(Y/N) |. pate: *N р2% 
Sequence ID) Ореаю TTT SetUp/ Тоо010 Tool# Plan Accept Reject Reject пәр. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
145 0.00 
*145* 

rosstubes Memo 0.00 可 ` 

Crosstubes GRIND ONLY TRANSITION i SMOOTH LONGITUDE WAY. LU /2- 6 -20 


*160* 
QC 


Quality Control 


Memo 0.00 


SR 


Part No: PAR #: Fault Category: NCR: Yes No DQA: | Date: 
аг Disposition: QA: N/C Closed: Date: 


Dart о Ltd 


Approval | дрргоуаї 
Chief Eng / 
Prod Mar QC Inspector 


Corrective Action Section B 
Description of NC - — Verification Approval | Approval 
DATE | STEP dre A Initial Action Description Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 
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^. Work Order ID 85387 00 *95997% m 
June-07-12 9:25:42 AM “I. x 


Item ID: D412-664-203TRN B Е Accept *N annnan 1 ай” Setup Start “N с 1 * 


Revision ID: 


Item Name: Crosstube Turning Detail Stop ж N SI * 
Start Date: 07/06/2012 Start Qty: 1.00 Би Cust Item ID: 
Required Date: 21/06/2012 Req'd Qty: 1.00 *4 ж Customer: 
Reference: 
MER ML Sik ee Sa ашк. ПЕСИ SE, eg сеа Run Start д х 
Approvals: Process Plan: сс Date . __ _ Tooling: soos... Date. e x Si N R 1 
; op 

QC: Dates 7 SPC(Y/N): ___ Date ° — —— *N RI* 
Sequence ID/ Operaton |00007 SetUp/  ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
170 0.00 
ж 4 701% Packaging er 12 р 6 2 EN 
Packaging Memo 0.00 a) m LESS ESSE ms 
Packaging Identify and stock in kanban rack 

Location: -- 

180 QC21- Final Inspection - Work Order Release 0.00 А 
хапе M lo | 
QC Memo 0.00 
Quality Control 


Dart Aerospace Ltd | 
Lom 


Description of NC 
Section A 


WORK ORDER CHANGES 
| Approval 


PROCEDURE CHANGE Сни епот | APProval 


QC Inspector 


Fault Category: __________NCR: Yes No DQA: 2 
Disposition: ` - QA: М/С Closed: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Verification. Approval | Approval 
Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


и 


Picklist Print 

- ` June-07-12 9:25:46 АМ - 
Work Order ID: 85387 | | хоқ207х š | 
Parent Item: D412-664-203TRN *DA 1 2-664-243ТР М“ 


Page 1 


Parent Item Name: — Crosstube Turning Detail Start Date: 07/06/2012 Required Date: 21/06/2012 
Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP Rev:A 08-03-06 newissue DD verified by:eec 
ІРР Rev B 08.04.02 Removed polish EC verified by: DD 
Component Item ID/ Replacement | Mfg/ Bin Primary Last Route Unitof — Otyon Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D6009-129 Manufactured No 120 Each 23.0000 1 1 


*DANNA-190* жж 


Crosstube Material 
Location Loc Ot Loc Code 
LG 23 


| _ —— and 


di vides HT 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval ? 
DATE | ЅТЕР PROCEDURE CHANGE Chief Eng / teclat " 


Prod Mgr 


Part No: PAR #: Fault Category: | NCR: Yes Мо DQA: Date: 


“wa тәні Disposition: QA: N/C Closed: Date: 


Corrective дееп. Section B FEE | 
Descri tion of NC - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRW O RevE 


In 


Inspection Sheet 
Drawing Dimension 


DART AEROSPACE LTD 
Description: Crosstube Assembly (412 High АН 


spection Dwg: D412-664-243 Rev: 


E 


Work Order: | 252522. | 
poo 


E as 

D412-664-243 
Es Sa s 
Ll Page tof Z| 


FIRST ARTICLE INSPECTION CHECKLIST 
[ x] First Article 


Actual 


Dimension 


Tolerance 


|] Prototype 


Accept | Reject 


%0.005/-0.000 


CO 


+0.005/-0.000 


2.990 
2.618 


==; 
— 
aos [eet | D a 
3.019 +0.005/-0.000 -OL = 
[si | somou | 3. 127 
3.308 +0.005/-0.000 Y 一 
А «9068/6000 | 7.24 T[ 7 | —À 
EE — | ois l == ү == 
V | 
[ea | ио» Л 21 AT. 
[mas — «500 | O63 | ^ БЕНЕН 
BN [a ү cd EO E, 
Fig a EE слети 
EC ES ds EF 
[so GET) ag ЖИЕН 
а ET Er BE a a TE O 
am Trasse | Sais | БЕНЕН БЕН КЕНІ БЕНЕН 
irs [massa | 3141 | 7 үг == 
2308 — [msmo АЗ 7] БЕН Ing 
3429 — [mos ЗА [III 


+0.005/-0.000 


+0.005/-0.000 


0.200 
К0.063 


%/-0.010 


%/-0.010 


К0.500 
4.971 
124.100 


E 
° 
° 
3 
9 


Measured Бу: Qian 


С Date | Change 


+/-0.010 


Audited by: 


SNR 


В | 06.03.09 
C_| 07.05.08 
| D [10.02.02 


| Rev | 
04.06.16 | New Issue 


Dwg Rev updated 
Tolerance updated for dimension 4.971 
Dimension 124.100 was 124.09 


P/O D412-664-203 


Revised by 
KJJLM ` 


Method of 


TT 


AL fu to sy tue. 


DART AEROSPACE LTD Work Order: 
E Deren SN E er 


D 
1 [1 
- 


Description: Crosstube Assembly (412 High Aft | Part Number: D412-664-243 
NAAA EA 
inspection Dwg: D412-664-243 Rev: E E RS ey Page 2 of 2 


WALL THICKNESS MEASUREMENT 


----- READING 1 
———— READING 2 


---- READING 3 
READING 4 
READING 5 

——— READING 6 
---- READING 7 


Deviation 


max-min 
TFT 9% PR] A 
9. 2/7 


READING 2 
‚ 008 


= Dl | 
READING 3 Zu 
| | 481 | авт час | 00 


0.073” 


READING 7 


Calibration Result 
Actual Block Thickness: sO°7 540 
Sitescan 250 Measured Thickness: «Co - 


Kc qn. 


Measured by: 


а 
E =. 
BET E 
1 A 
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-243 
Be س‎ | 


EE 
= D412-664-243 CROSSTUBE ASSEMBLY (412 HIGH AFT) 
L | 


D6009-129 CROSSTUBE З 


2 03595-063-570 RUBBER CUSHION 
1 D2896-1 SUPPORT 


[ 5 | 2 [D3189-1 [CHAFING SHIELD 
BRASION STRIP 


1) 


| 2 | 
02856-600-1009 


Бет A |р”: со: == r === === 
MS21920-28 [erame a 


MS21920-30 CLAMP (OR MS21920-32 


ee 
MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120-023 ADHESIVE 
(TEXTRON/BELL SPEC. 299-947-100, TYPE It, CLASS 2 
ADHESIVE 


GENERAL NOTES: 


MATERIAL: MANUFACTURED FROM D6009-129 
FINISHED LENGTH = 124.100+0.020 (BEFORE BENDING/TRIMMING) 

FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART QS! 005 4.2 

PAINT OUTSIDE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER "D412-664-243" AND BATCH NUMBER ON INSIDE OF 
CUFF USING VIBRATING STYLUS. 
WEIGHT: 47.0 Ibs (PER IIN-D212-664) 
PART IS SYMMETRIC ABOUT CENTERLINE. 5 
RUN CUTTER OFF PART. BLEND OUT EDGE LONGITUDINALY, TRANSITION SHOULD BE SMOOTH. 
BEND PROGRESSIVELY WITH A MINIMUM OF 8 PASSES. MAXIMUM TUBE FLATTENING DUE TO 
BENDING IS 6% BASED ОМ O.D. ` 
LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 
INSTALL D2896-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE 
SURFACE OF D2896-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 
INSTALL MS21920-30 CLAMPS (OR -32) WITH D3595-063-570 RUBBER CUSHIONS TO SECURE THE 
D2896-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS ARE OPPOSITE OF 
CROSSTUBE SUPPORT. 
INSTALL 02856-600-1009 ABRASION STRIPS WITH A 0.13 REF GAP ON BOTTOM SIDE ОҒ 
CROSSTUBE PER QSI 035. i 
EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 


OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS SCRATCHES, 


NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT LONGITUDINALLY. 
CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 


ко 9. 9 E 3- 


SHOP COPY 
RETURN TO 
ENGINEERING 


WITHOUT NOTICE 
JORK ORDER 
WORK É | d 


AS 


© DEO ATTACHED 


RELEASE 
P3 amp ~10- 15 


REFORMAT/REVISE GENERAL NOTES; 4 09.09.30 
REORGANIZED VIEWS AND REFORMATTED DRAWING 

TO CURRENT STANDARDS; RELOCATED FLAG #6 PER 

PAR 08-046 (ZN А6-3); ADD TOLERANCE (ZN B6-3, C4-3, 

C8-3 8 С5-3); MOVED TURNING DETAIL & UPDATED 

TOLERANCE TO SHEET 4, 


REMOVE D2856-600-1087, ADD D2732-058 & 
MAGNOBOND 6398, М521920-32 WAS MS21920-30 
ADD HOLES FOR COMPATABILITY WITH BHT/AA 
SKIDTUBES 


dh DART AEROSPACE LTD 
DRAWN RF HAWKESBURY, ONTARIO, CANADA > 
[cHeckeo | @ DRAWING NO. БЕУ. Е 
[МЕС. АРРА. | ВК [D412-664-243 SHEET 1 OF 4 
[APPROVED | ЖО nt SCALE 
joe aren | ft wis 


DATE COPYRIGHT © 2001 BY DART AEROSPACE LTD 


09.09.3 rus BORN are COPE or STU PIENE Coto лл тз 
.09. EEE UR DA S пое ен 
nr AEQUO Qu МАҚ Баты 


hero Алы o T PA EREA 


БЕР 
D2896-1 SUPPORT 
D3595-063-570 RUBBER CUSHION, 2X 


(14 > М521920-30 CLAMP, 2X 
D2856-600-1009 ABRASION STRIP 

D3189-1 CHAFING SHIELD (1, INSTALLED OVER ABRASION STRIP) 

MS21920-28 CLAMP, 2X 


D412-664-603 
BENT TUBE 


€ 


SYM 


D212-664-243 
ASSEMBLY DETAIL 


APPLY MAGNOBOND 
BETWEEN D2896-1 AND 
THE CROSSTUBE 


D2896-1 
SUPPORT 
REF 


D3595-063-570 
RUBBER CUSHION 
UNDER CLAMP, REF 


MS21920-30 
CLAMP, REF SECTION А.А со 
SCALE 4X 


SECTION B-B 042 0 | 
SCALE 4X FH 


E DEO ATTACHED 
ELEASE 


É & 2009 7% 


; КЕУ. Е 
SHEET 2 ОҒ4 


WRITTEN PERKS ОН FROM OAT AEROSPACE LTO. 


PEN EEG =» "m М MEN p MENU o 


ET 


PIC o O 


31.96" (812mm) 
TO END OF R102.0 BEND 
ALONG CENTERLINE 


16.78" (426mm) 
ALONG CENTERLINE 
OF R30.0 BEND 


R102.0+2.0 
13.26" REF R30.0+2.0 


(337mm) 


J | 


00.386705 HOLE TO ВЕ 
ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE 
OF CUFF 

2PL 


ғ 
ышы 53.7240.13 


55.0310.13 


ж 


D412-664-243TRN 


40,005 
20.386 (0,00: 
HOLE TO ВЕ ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 


110.06+0.25 


0412-664-603 [D> 
BENDING AND DRILLING DETAIL 


2.50010.005 


j*0.010 
3,035 


SECTION C-C гез 


SCALE 4X 


стз VIEW D-D: CUFF DETAIL SCALE 4X 
7 6 5 4 
ety 
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DATE 09.09.30 
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DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


REV, E 
SHEET 3 ОҒ4 


D412-664-243 


[APPROVED | gO | тте SCALE 
ОЕ APPR. | = | СКОЗЗТИВЕ ASSEMBLY (412 НАЕТ) NTS 
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| 
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B24 
SEE DETAIL E R100.0 TRANSITION BETWEEN R100.0 TRANSITION BETWEEN 


TAPERED SECTIONS TAPERED SECTIONS 


0.625 WALL 
STOCK, REF 


4.97110.030 - 


62.050 REF 
5.393+0.030 


— 2.990*0.005 
3.500 | -0.000 
STOCK, REF 

0.200 É 


30º X 0.500 DEEP 


[S> CHAMFER 


5.000+0.030 
9.315%0.030 
13.315+0.030 
30.099+0.030 
55.54610.030 
59.546+0.030 


Г“--- 21.70710.030 
| 一 -一 48.001%0.030 


2.618:0005 =] 
) 2.684205 


2.748:0205 


اا 


+0.005 
2.884 9 556 dls SEE DETAIL F 
al 0.000 一 A24 
3.163555 
3.308: 005 SEE DETAIL G 


3.4292 805 сЕ 
TAPER UNIFORMLY FROM 


+0.005 .00 
LSD 3429940 THROUGH TO 3.500:0005 DETAILE: 


RUNNING OFF PART CROSSTUBE CUFF ps4 
` SCALE 5X 


D412-664-243TRN ÁN 
TURNING DETAIL 


h 


T ^D ODEO ATTACHED. 


3.429 949 3500 ФФ 3.526 00 


; DETAIL F: : ELEASE 
= TAPER RUN-OFE o, 2009 it 


| NOT TO SCALE 


DART AEROSPACE LTD 
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| a DETAIL G: [Hecken | 47 orawinano. REV. E 
mo 4 CUFF TRANSITION c24 [MFG.APPR. | М [0412-664-243 SHEET 4 OF 4 
SEALE лох 7 j : [APPRovED | ДО nue SCALE, 
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[DRAWING NO. TITLE REV. E| DART AEROSPACE LTD _|D..o.no. SHEET NO. SCALE 
`. |D412-664-243 || CROSSTUBE ASSEMBLY (412 Hi AFT) ENGINEERING ORDER D412-664-243-E-1 SHEET 1 OE 2 ` NTS 
pw К — CHECKED _  _ MEG.APPR. (7 APPRovED ui^ [Dear Z | 
DATE 11.03.31 [DATE — ps.) DATE род за DATE ior > ) 


PURPOSE: 
REMOVED ABRASION STRIP IN FAVOR OF A THIN LAYER OF PROSEAL 890. 


CHANGE: | 


PARTS LIST IS AMENDED AS FOLLOWS: 


D2856-600-1009 
bza Es] 


AAA A SETE ы 
D2856-600-1009 ABRASION STRIP 
ضضض‎ 


NOTES 2 AND 14, SHEET 1 ARE AMENDED AS FOLLOWS: 


IS: 


2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
MASK UNDERSIDE OF CROSSTUBE AS SHOWN (HATCHED AREA) 
PAINT OUTSIDE PER DART QSI 005 4.2 


AFTER PAINTING, APPLY CLEAR COAT ON HATCHED AREA 


э E БЫ 
14) APPLY A THIN COAT OF PROSEAL 890 ON INSIDE СОМСАУЕ SURFACE OF D3189-1 MD És 
CHAFING SHIELD AND LET CURE PER MANUFACTURER'S INSTRUCTIONS. INSTALL 
PROSEALED D3189-1 CHAFING SHIELD ONTO CROSSTUBE BY APPLYING A THIN COAT OF 
PROSEAL 890 ONTO CROSSTUBE. BE SURE TO ELIMINATE ANY AIR GAPS. 


WAS: 


2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 


PAINT OUTSIDE PER DART QSI 005 4.2 


14) INSTALL D2856-600-1009 ABRASION STRIPS WITH A 0.13 REF GAP ON BOTTOM SIDE OF 
CROSSTUBE PER QSI 035. 


COPYRIGHT © 2011 BY DART AEROSPACE LTD `- ; 
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ave ç 


DRAWING NO. TITLE REV. E 
D412-664-243 CROSSTUBE ASSEMBLY (41 2 HI AFT) 


DATE 11.03.31 DATE REA 


D2856-600-1009 ABRASION STRIP 
D31891 CHAFING SHIELD ($, на D3189-1 CHAFING SHIELD (1, INSTALLED OVER ABRASION STRIP) 
ы MS21920-28 CLAMP, 2X 
2 PL 2 PL 


D412-664-603 
BENT TUBE 


D3189-1 
REF 


D412-664-243 
ASSEMBLY DETAIL 


MASK AREA PRIOR TO PAINTING AND 
APPLY CLEAR COAT AFTER PAINTING 
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DRAWING NO. TITLE REV. EI DART AEROSPACE LTD |око.мо. SHEET NO. 
D412-664-243 | CROSSTUBE ASS'Y (412 HI АЕТ) ENGINEERING ORDER D412-664-243-E-2 SHEET 1 OF 1 


DATE 11.09.07 DATE 105.75 DATE PINE 


PURPOSE: 
REPLACE MAGNOBOND WITH 3M DP460 SCOTCH-WELD EPOXY ADHESIVE 


CHANGE: 


IS: 
Qty | Part Number Description | 
-243 


ج 
AR | SCOTCH-WELD DP460 EPOXY ADHESIVE, 3M SCOTCH-WELD‏ | 9 | 


WAS: i 
Гоар лаа Араа, 
А/К | MAGNOBOND 6398 ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
. TYPE Il, CLASS 2 ADHESIVE Š 


NOTE 12 & 16, SHEET 1 15 AMENDED AS FOLLOWS: 


IS: 
12) INSTALL D2896-1 CENTER SUPPORT USING A 0.04" TO 0.07" THICK LAYER OF SCOTCH-WELD DP460 
PER QSI 015. LET CURE FOR 24 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


16) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER ADHESIVE HAS CURED FOR 24 HOURS. . 


WAS: 


12) INSTALL D2896-1 SUPPORT USING 0.03” TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE 
SURFACE OF D2896-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


16) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


07-19 . 
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ULTRA SONIC MEASURMENTS 


DIA wall thickness Straghtness | Rockwell LOCATION R1 
LENGTH two readings measured w/vern at 12" Reading on tube 
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